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TOOTHED PART MANUFACTURING
METHOD, TOOTHED PART
MANUFACTURING DEVICE, AND TOOTHED
PART

INCORPORATION BY REFERENC.

(Ll

The disclosure of Japanese Patent Application No. 2011-

038974 filed on Feb. 24, 2011 including the specification,
drawings and abstract 1s incorporated herein by reference 1n

its entirety.

BACKGROUND OF THE INVENTION

The present invention relates to a toothed part manufactur-
ing method for manufacturing, by forging, a toothed part that
includes a toothed portion such as bevel gear portion, and also
relates to a toothed part manufacturing device, and a toothed
part.

DESCRIPTION OF THE RELATED ART

Toothed parts that include a toothed portion have been
manufactured in the past by forging a blank. In such forging,
a toothed part whose outer peripheral surface includes a
toothed portion 1s manufactured by compressing a cylindrical
blank from the axial direction of the blank to force the con-
stituent material of the blank radially outward from the blank,
and fill the inside of a forming die with the constituent mate-
rial of the blank.

By thus compressing the blank from the axial direction of
the blank, first, the constituent material of the blank fills an
inner section of the forming die 1n the radial direction of the
blank, after which the constituent material of the blank uni-
directionally flows radially outward from the blank. Further
compressing of the blank from the axial direction of the blank
increases the surface pressure of a section of the forming die
already filled with the constituent material of the blank, mak-
ing 1t necessary to further increase the load (molding load)
applied to the blank. The larger load applied to the forming
die thus shortens the life of the forming die.

Japanese Patent Application Publication No. JP-A-57-
177845 discloses art for forging. According to the art of
JP-A-57-177845, aring-shaped blank 1s subjected to pressure
by a pressurizing mechanism from the axial direction while
an outer circumierential surface of the ring-shaped blank 1s
constrained, and the constituent material of the ring-shaped
blank flows 1n the pressurizing direction to fill the inside of a
tooth profile portion of a forming die. By using the pressur-
1zing mechanism to apply pressure to the ring-shaped blank
from the axial direction, some of the constituent material of
the ring-shaped blank 1s pressed as excess material into an
open space that 1s 1n communication with the tooth profile
portion of the forming die. Thus, the constituent material of
the ring-shaped blank flows under a constant pressure, which
can reduce variations in product dimensions and precision
that are caused by vanations in the volume of the blank.

SUMMARY OF THE INVENTION

However, according to the art of JP-A-57-177845, after
f1lling the 1nside of the tooth profile portion of the forming die
with the constituent material of the ring-shaped blank, the
ring-shaped blank 1s subjected to further pressure from the
axial direction by the pressurizing mechanism, which
increases the molding load. The larger load applied to the
torming die thus shortens the life of the forming die.
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The present mvention was devised in order to solve the
problem described above, and the present invention provides
a toothed part manufacturing method, a toothed part manu-
facturing device, and a toothed part that can increase the life
of a forming die.

An aspect of the present invention devised for solving the
problem described above 1s a toothed part manufacturing
method for manufacturing a toothed part from a cylindrical
blank using a forming die. According to the toothed part
manufacturing method, when forming a toothed portion on a
radially outer section of the blank by applying a load 1n the
axial direction of the blank to a radially center section of the
blank while constraining a portion of an outer circumfierential
surface of the blank such that a constituent material of the
blank flows radially outward, the constituent material of the
blank at an mtermediate section between the center section
and the outer section flows 1n the axial direction toward a
depressed portion of the forming die to form a projection
portion. In addition, when the load 1s at maximum, a space 1s
provided between the toothed portion and the forming die,
and a space 1s provided between the projection portion and the
forming die.

According to this aspect, the spaces are provided between
the forming die and the blank so that the constituent material
of the blank does not fully fill the forming die when the
maximum molding load 1s applied 1n the axial direction of the
blank to finish formation of the toothed portion. There 1s thus
room left imnside the spaces for the constituent maternal of the
blank to flow. It 1s therefore possible to prevent the molding
load from becoming excessively large as 1 enclosed die
forging. Because the load on the forming die can be sup-
pressed, the life of the forming die can be increased.

In addition, the constituent material of the blank flows 1n
two directions, namely, a direction heading radially outward,
and a direction heading toward the depressed portion of the
tforming die. Therelfore, areduction effect on the molding load
can be obtained. Because the load on the forming die can be
suppressed, the life of the forming die can be increased.

In the aspect described above, the depressed portion may
have an outer shape that becomes smaller in the axial direc-
tion.

According to this aspect, 1t 1s thus difficult for the constitu-
ent material of the blank to flow toward the depressed portion
of the tooth profile forming die. As a consequence, the blank
does not fully fill the depressed portion of the forming die
when formation of the toothed portion 1s finished, and the
space between the blank and the forming die can be more
casily provided. It 1s therefore possible to prevent the molding
load from becoming excessively large regardless of the
flowability of the constituent material of the blank. Moreover,
because the load on the forming die can be suppressed regard-
less of the flowability of the constituent material of the blank,
the life of the forming die can be increased.

In the aspect described above, as the forming die, a tooth
profile forming die that forms the toothed portion on the outer
section of the blank, an outer constraining die that constrains
the outer circumfierential surface of the blank, and an 1nner
forming die that 1s provided inward of the outer constraining
die may be used. Also, with the blank enclosed by the tooth
proiile forming die, the outer constraining die, and the inner
forming die, the tooth profile forming die and the outer con-
straining die may be moved in sync in the axial direction
relative to the inner forming die.

According to this aspect, teeth are formed from an 1nner
side toward an outer side in the radial direction of the blank
while expanding the tooth profile from the direction in which
the tooth profile forming die 1s disposed, thereby forming the
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toothed portion on the radially outer side of the blank.
Accordingly, the blank can be molded while leaving a space
between the blank and the tooth profile forming die.

In the aspect described above, the toothed part may be a
differential pinion gear used in a differential device.

According to this aspect, due to the increased life of the
forming die used for manufacturing the differential pinion
gear, mass production of the differential pinion gear at alower
manufacturing cost can be achieved.

Another aspect of the present invention devised for solving
the problem described above 1s a toothed part manufacturing,
device for manufacturing a toothed part from a cylindrical
blank using a forming die. According to the toothed part
manufacturing device, when forming a toothed portion on a
radially outer section of the blank by applying a load in the
axial direction to a radially center section of the blank while
constraiming a portion of an outer circumierential surface of
the blank such that a constituent material of the blank flows
radially outward, the constituent material of the blank at an
intermediate section between the center section and the outer
section flows 1n the axial direction toward a depressed portion
of the forming die to form a projection portion. In addition,
when the load 1s at maximum, a space 1s provided between the
toothed portion and the forming die, and a space 1s provided
between the projection portion and the forming die.

According to this aspect, the spaces are provided between
the blank and the forming die so that the constituent material
of the blank does not fully fill the forming die when the
maximum molding load 1s applied in the axial direction of the
blank to finish formation of the toothed portion. There 1s thus
room left inside the spaces for the constituent material of the
blank to flow. It 1s therefore possible to prevent the molding
load from becoming excessively large as in enclosed die
forging. Because the load on the forming die can be sup-
pressed, the life of the forming die can be increased.

Another aspect of the present invention devised for solving
the problem described above 1s a toothed part manufactured
from a cylindrical blank using a forming die. According to the
toothed part, when forming a toothed portion on a radially
outer section of the blank by applying a load in the axial
direction to a radially center section of the blank while con-
straining a portion of an outer circumierential surface of the
blank such that a constituent material of the blank flows
radially outward, the constituent material of the blank at an
intermediate section between the center section and the outer
section flows 1n the axial direction toward a depressed portion
of the forming die to form a projection portion; and when the
load 1s at maximum, a space 1s provided between the toothed
portion and the forming die, and a space 1s provided between
the projection portion and the forming die, thereby manufac-
turing the toothed part. In addition, the projection portion 1s
tformed so as to protrude 1n the axial direction radially inward
of the toothed portion.

According to this aspect, the spaces are provided between
the blank and the forming die so that the constituent material
of the blank does not fully fill the forming die when the
maximum molding load 1s applied in the axial direction of the
blank to finish formation of the toothed portion. There 1s thus
room left inside the spaces for the constituent material of the
blank to flow. It 1s therefore possible to prevent the molding
load from becoming excessively large as in enclosed die
forging. Because the load on the forming die can be sup-
pressed, the life of the forming die can be increased.

In addition, because the projection portion formed by caus-
ing the constituent material to tlow 1n the axial direction of the
blank 1s provided radially inward with respect to the toothed
portion (on an nner side of an mner-diameter end portion of
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the toothed portion), the projection portion has no effect on
the functionality of the toothed part when the toothed part
meshes with another toothed part at the toothed portion.
According to the toothed part manufacturing method, the
toothed part manufacturing device, and the toothed part of the
present invention, the life of the forming die can be increased.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 1s a structural diagram of an essential portion of a
toothed part manufacturing device before molding of a blank;

FIG. 2 1s an enlarged view of a material clearance portion
and a surrounding area in FIG. 1;

FIG. 3 15 a structural diagram of the essential portion of the
toothed part manufacturing device during molding of the
blank:

FI1G. 4 1s an enlarged view of the material clearance portion
and the surrounding area 1n FI1G. 3;

FIG. 5 15 a cross-sectional view of the blank during mold-
Ing;

FIG. 6 1s a perspective view of an outer appearance of the
blank during molding;

FIG. 7 1s a structural diagram of the essential portion of the
toothed part manufacturing device after molding of the blank
1s complete;

FIG. 8 1s an enlarged view of the material clearance portion
and the surrounding area 1n FI1G. 7;

FIG. 9 1s a cross-sectional view of a differential pinion
gear; and

FIG. 10 1s a perspective view of an outer appearance of the
differential pinion gear.

L1

DETAILED DESCRIPTION OF TH.
EMBODIMENT

A specific embodiment of the present mvention will be
described 1n detail with reference to the accompanying draw-
ings. In the present embodiment, a differential pinion gear
used 1n a differential device of a vehicle 1s described as an
example of a toothed part. Note that the differential pinion
gear ol the differential device 1s a gear that 1s rotatably sup-
ported by a pinion shaft while meshed with a differential side
gear nside a differential case.

Description of the Manufacturing Device

First, a toothed part manufacturing device 1 will be
described. The manufacturing device 1 manufactures a dii-
ferential pinion gear 12 (see FIG. 10) that includes a bevel
gear portion 11 from a cylindrical blank 10 (see FIG. 1) by
forging.

As shown 1n FIG. 1, the manufacturing device 1 includes
forming dies, namely, an outer constraining die 14, a tooth
profile forming die 16, and an 1nner forming die 18. The
manufacturing device 1 also includes an actuator (not shown)
such as a hydraulic cylinder for operating each of the forming,
dies, and a control device (not shown) that controls the opera-
tion of the actuator. Note that FI1G. 1 1s a structural diagram of
an essential portion of the manufacturing device 1 belore
molding of the blank 10.

The outer constraining die 14 1s formed 1nto a cylindrical
shape and has an inner circumierential surface 20. The blank,
10 15 disposed and the inner forming die 18 1s also provided
inward of the mner circumierential surface 20. The outer
constraining die 14 1s provided outward of an outer circum-
terential surface 22 of the blank 10, and constrains a portion
of the outer circumiterential surface 22 of the blank 10 during
molding of the blank 10.
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The tooth profile forming die 16 includes a compressing,
portion 24 and a tooth profile forming portion 26. The cylin-
drical tooth profile forming portion 26 1s provided on the
outer side of the cylindrical compressing portion 24. The
compressing portion 24 1s provided at a position that corre-
sponds to a center section 27 of the blank 10 that 1s located at
the radial center of the blank 10. The tooth profile forming,
portion 26 includes on a lower side thereot (side on which the
outer constraining die 14 and the mner forming die 18 are
provided) a tooth profile portion 28 that 1s formed into the
shape of a bevel gear. Thus, as described later, the tooth
profile forming portion 26 forms the bevel gear portion 11 on
an outer section 43 of the blank 10 (see FIG. 9).

As shown 1 FIG. 2, the tooth profile forming portion 26
includes a material clearance portion 32 on the 1nner side of
the tooth profile portion 28, that 1s, between the compressing,
portion 24 and the tooth profile portion 28 (between the tooth
profile portion 28 and an 1nner circumierential surface 30 of
the tooth profile forming portion 26). The matenial clearance
portion 32 depresses upward (in a direction opposite from the
direction 1n which the compressing portion 24 applies a load
to the blank 10). The matenal clearance portion 32 has an
outer shape formed into a configuration that tapers upward. In
addition, the material clearance portion 32 1s formed ring-like
in the circumierential direction of the tooth profile forming
portion 26 along the mner circumierential surtace 30 of the
tooth profile forming portion 26. Note that FIG. 2 1s an
enlarged view of the maternial clearance portion 32 and a
surrounding area i FIG. 1. The material clearance portion 32
1s an example of a “depressed portion™ of the present mnven-
tion.

The mner forming die 18 1s formed into a cylindrical shape,
and includes on an upper side thereof (side on which the tooth
profile forming die 16 1s provided) a projecting portion 36 on
an end surface 34. The inner forming die 18 1s provided
inward of the mner circumierential surface 20 of the outer
constraiming die 14.

Description of the Manufacturing Method

Next, a method for manufacturing the differential pinion
gear 12 using the thus configured manufacturing device 1 will
be described.

First, as shown 1in FIG. 1, with the projecting portion 36 of
the mner forming die 18 positioned lower than an end surface
38 on the upper side (side on which the tooth profile forming
die 16 1s provided) of the outer constraining die 14, the
cylindrical blank 10 1s disposed on the projecting portion 36
of the inner forming die 18 mnward of the 1inner circumieren-
tial surface 20 of the outer constraining die 14. Next, the tooth
profile forming die 16 1s disposed by disposing the tooth
profile forming portion 26 on the end surface 38 of the outer
constraiming die 14, and disposing the compressing portion
24 on an end surface 40 on the upper side (side where the tooth
profile forming die 16 1s provided) of the blank 10. Thus, the
blank 10 1s disposed 1nside a space enclosed by the forming,
dies, 1.e., the outer constraining die 14, the tooth profile form-
ing die 16, and the mmner forming die 18. At such time, the
blank 10 1s interposed between the projecting portion 36 of
the inner forming die 18 and an end surface 42 of the com-
pressing portion 24, and a portion of the outer circumierential
surface 22 1s constrained by the outer constraiming die 14.

Next, as shown 1n FIG. 3, the outer constraining die 14 and
the tooth profile forming die 16 move as one (in sync) down-
ward relative to the mner forming die 18 (in the direction
where the inner forming die 18 1s provided). At such time, the
compressing portion 24 of the tooth profile forming die 16
applies a downward load to the center section 27 of the blank
10 and compresses the center section 27, whereby the con-
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stituent material of the blank 10 flows outward 1n the radial
direction of the blank 10 (left-fight direction 1n FIG. 3). The
area of the outer circumferential surface 22 of the blank 10
constramned by the outer constraining die 14 1s reduced and
teeth are consequently formed on the outer section 43 of the
blank 10, thus forming the bevel gear portion 11.

At such time, as shown 1n FIG. 4, the constituent material
of an intermediate section 45 of the blank 10 positioned
between the center section 27 and the outer section 43 flows
inside the material clearance portion 32, which causes the
constituent material of the blank 10 to flow upward. More
specifically, this causes the constituent material of the blank
10 to flow 1n a direction opposite from the direction in which
the compressing portion 24 of the tooth profile forming die 16
applies a load to the center section 27 of the blank 10. Note
that a space 1s left inside the material clearance portion 32,
and that the 1nside of the material clearance portion 32 1s not
tully filled with the constituent material of the blank. At such
time, the blank 10 takes on a form as shown 1n FIGS. 5 and 6.

Note that FIG. 3 1s a structural diagram of the essential
portion of the manufacturing device 1 during molding of the
blank 10, and FIG. 4 1s an enlarged view of the material
clearance portion 32 and the surrounding area 1n FI1G. 3. FIG.
5 1s a cross-sectional view of the blank 10 during molding,
and FIG. 6 1s a perspective view of an outer appearance of the
blank 10 during molding.

In this manner, during molding of the blank 10, the con-
stituent material of the blank 10 flows and escapes into the
maternial clearance portion 32. Therefore, the constituent
material of the blank 10 flows 1n the axial direction (upward)
in addition to the radial direction. Accordingly, the blank 10
can be molded while suppressing the molding load applied by
the tooth profile forming die 16 to the blank 10. It 1s thus
possible to suppress the load on the forming dies, 1.e., the
outer constraining die 14, the tooth profile forming die 16, and
the inner forming die 18.

There 1s space remaining inside the material clearance
portion 32 and the 1nside of the material clearance portion 32
1s not fully filled with the constituent material of the blank.
Therefore, even during subsequent molding of the blank 10,
the constituent material of the blank 10 flows in the axial
direction in addition to the radial direction. Thus, even during
subsequent molding of the blank 10, the molding load applied
by the tooth profile forming die 16 to the blank 10 can be
suppressed, and the load applied to the forming dies, 1.e., the
outer constraining die 14, the tooth profile forming die 16, and
the inner forming die 18, can be suppressed.

Next, as shown 1n FIG. 7, when the outer constraining die
14 and the tooth profile forming die 16 further move as one
downward relative to the inner forming die 18, the blank 10 1s
turther compressed by the tooth profile forming die 16. The
constituent material of the blank 10 thus tlows further 1n the
radial direction (left-right direction 1n FIG. 7) outward from
the blank 10. The constituent material of the blank 10 then
flows 1nto the tooth profile portion 28 of the tooth profile
forming die 16 to form a bevel gear on the outer section 43 of
the blank 10, thereby completing molding of the blank 10. As
shown 1n FIGS. 9 and 10, 1t 1s thus possible to manufacture the
differential pinion gear 12 that includes the bevel gear portion
11 and 1s formed into a rotationally symmetrical shape.

Note that, to complete molding of the blank 10, the outer
constraining die 14 and the tooth profile forming die 16 are
moved to the most downward position and the largest mold-
ing load 1s applied. When molding of the blank 10 1s com-
plete, the differential pinion gear 12 (blank 10) 1s formed with
a projection portion 46 that protrudes upward (1n a direction
opposite from the direction 1n which the compressing portion
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24 of the tooth profile forming die 16 applies a load to the
blank 10) from an mner end surface 44.
As shown in FIG. 8, when molding of the blank 10 1s

complete, the constituent material of the blank 10 does not
fully fill the material clearance portion 32 of the tooth profile >
forming die 16, and a space 33 1s provided between the
projection portion 46 (the intermediate section 43 of the blank
10) and the tooth profile forming die 16. In addition, a space
477 1s also provided between the bevel gear portion 11 and the
tooth profile forming die 16. There 1s thus room leit inside the
spaces 33, 47 for the constituent material of the blank 10 to
flow. It 1s therefore possible to prevent the molding load from
becoming excessively large when molding of the blank 10 1s
complete.

As shown 1n FIGS. 9 and 10, the projection portion 46 1s
tormed radially inward with respect to the bevel gear portion
11. Theretore, the projection portion 46 1s formed on a section
that does not interfere with a mating part (the differential sun
gear) that meshes with the differential pinion gear 12, and the »g
projection portion 46 has no efiect on the functionality of the
differential pinion gear 12 used 1n the differential device.

Note that FIG. 7 1s a structural diagram of the essential
portion of the manufacturing device 1 after molding of the
blank 10 1s complete, and FIG. 8 1s an enlarged view of the 25
material clearance portion 32 and the surrounding area in
FIG. 7. FIG. 9 1s a cross-sectional view of the differential
pinion gear 12, and FIG. 10 1s a perspective view of an outer
appearance of the differential pinion gear 12.

Note that a center section 48 (see FIGS. 9 and 10) of the 30
differential pinion gear 12 manufactured as described above
undergoes additional processing such as boring in the axial
direction (up-down direction 1n FIG. 9) to form an axial hole
therein for accommodating the pinion shait (not shown).
Description of Effects of the Embodiment 35

According to the present embodiment, the constituent
material of the blank 10 does not fully fill the forming dies
when the maximum molding load 1s applied 1n the axial
direction of the blank 10 to finish formation of the bevel gear
portion 11, and the spaces 33, 47 are provided between the 40
bevel gear portion 11 and the tooth profile forming die 16 and
between projection portion 46 (the intermediate section 45 of
the blank 10) and the tooth profile forming die 16. There 1s
thus room left inside the spaces 33, 47 for the constituent
material of the blank 10 to flow. It 1s therefore possible to 45
prevent the molding load from becoming excessively large as
in enclosed die forging. Accordingly, because the load on the
forming dies, 1.e., the outer constraining die 14, the tooth
profile forming die 16, and the mner forming die 18, can be
suppressed, the life of the forming dies can be increased. Note 50
that, an example of the results of a test evaluation showed an
approximately 10% reduction 1n the molding load, which had
the effect of increasing the life of the forming die by a factor
of 1.2.

The outer shape of the material clearance portion 32 55
becomes smaller 1n the axial direction, which makes 1t diffi-
cult for the constituent material of the blank 10 to flow toward
the maternial clearance portion 32. As a consequence, the
blank 10 does not fully fill the material clearance portion 32
when formation of the bevel gear portion 11 1s finished, and 60
the space 33 between the blank 10 and the tooth profile
forming die 16 can be more easily provided. It 1s therefore
possible to prevent the molding load from becoming exces-
stvely large regardless of the flowability of the constituent
material of the blank 10. Accordingly, because the load on the 65
forming dies, 1.e., the outer constraining die 14, the tooth
profile forming die 16, and the mner forming die 18, can be
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suppressed regardless of the constituent material of the blank
10, the life of the forming dies can be increased.

In addition, because the outer constraining die 14 and the
tooth profile forming die 16 are moved downward 1n sync,
teeth are formed from an 1nner side toward an outer side 1n the
radial direction of the blank 10 while expanding the tooth
profile from the direction 1n which the tooth profile forming
die 16 1s disposed, thereby forming the bevel gear portion 11

on the outer section 43 of the blank 10. Theretfore, the blank

10 can be molded while surely leaving the spaces 33, 47
between the bevel gear portion 11 and the tooth profile form-
ing die 16 and between the projection portion 46 and the tooth

profile forming die 16, respectively.

Due to the increased life of the forming dies used for
manufacturing the differential pinion gear 12, mass produc-
tion of the differential pinion gear 12 at a lower manufactur-
ing cost can be achieved.

Note that the embodiment described above 1s only meant to
illustrate an example and does not limit the present invention
In any manner; various improvements and modifications are

obviously possible without departing from the scope of the
invention.

What 1s claimed 1s:
1. A toothed part manufacturing method for manufacturing
a toothed part from a cylindrical blank using a forming die,
wherein
when forming a toothed portion on a radially outer section
of the blank by applying a load in the axial direction of
the blank to a radially center section of the blank while
constraining a portion of an outer circumierential sur-
face of the blank such that a constituent material of the
blank flows radially outward, the constituent material of
the blank at an intermediate section between the center
section and the outer section flows 1n the axial direction
toward a depressed portion of the forming die that 1s
provided so as to be depressed toward opposite direction
with respect to a direction 1n which the load 1s applied to
form a projection portion while decreasing a constrained
area of the outer circumterential surface, and
when the load 1s at maximum, a space 1s provided between
the toothed portion and the forming die, and a space 1s
provided between the projection portion and the forming
die.
2. The toothed part manufacturing method according to
claim 1, wherein
the depressed portion has an outer shape that becomes
smaller 1n the axial direction.
3. The toothed part manufacturing method according to
claim 1, wherein
used as the forming die are a tooth profile forming die that
forms the toothed portion on the outer section of the
blank, an outer constraining die that constrains the outer
circumfierential surface of the blank, and an inner form-
ing die that 1s provided inward of the outer constraining,
die, and
with the blank enclosed by the tooth profile forming die,
the outer constraining die, and the inner forming die, the
tooth profile forming die and the outer constraining die
are moved 1n sync 1n the axial direction relative to the
inner forming die.
4. The toothed part manufacturing method according to
claim 2, wherein
used as the forming die are a tooth profile forming die that
forms the toothed portion on the outer section of the
blank, an outer constraining die that constrains the outer
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circumfierential surface of the blank, and an inner form-
ing die that 1s provided inward of the outer constraining
die, and
with the blank enclosed by the tooth profile forming die,
the outer constraining die, and the inner forming die, the
tooth profile forming die and the outer constraining die
are moved 1n sync 1n the axial direction relative to the
inner forming die.
5. The toothed part manufacturing method according to
claim 1, wherein
the toothed part 1s a differential pimion gear used 1n a
differential device.
6. The toothed part manufacturing method according to
claim 2, wherein
the toothed part 1s a differential pinion gear used 1n a
differential device.
7. The toothed part manufacturing method according to
claim 3, wherein

the toothed part 1s a differential pinion gear used 1n a
differential device.
8. The toothed part manufacturing method according to
claim 4, wherein

10

the toothed part 1s a differential pinion gear used 1n a
differential device.

9. A toothed part manufacturing device for manufacturing,

a toothed part from a cylindrical blank using a forming die,

5 wherein

10

15

20

when forming a toothed portion on a radially outer section
of the blank by applying a load 1n the axial direction to a
radially center section of the blank while constraining a
portion ol an outer circumierential surface of the blank
such that a constituent material of the blank flows radi-
ally outward, the constituent material of the blank at an
intermediate section between the center section and the
outer section flows in the axial direction toward a
depressed portion of the forming die that 1s provided so
as to be depressed toward an opposite direction with
respect to a direction 1n which the load 1s applied to form
a projection portion while decreasing a constrained area
of the outer circumiterential surface, and

when the load 1s at maximum, a space 1s provided between
the toothed portion and the forming die, and a space 1s

provided between the projection portion and the forming
die.
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